m + 


‚ Work Order ID 85826 
June-15-12 1:32:30 PM 


Пет ID: D206-642-541 
Revision ID: 


Item Name: Replacement Skidtube 


*дка2?а* 


Accept 


Start Рае: 15/06/2012 Start Qty: 1.00 |Ж 

Required Date: 29/06/2012 Req'd Qty: 1.00 * 1 ж 

Reference: 

Approvals: Process Plan: MLI Date: 1200 | < Tooling: 

QC: "T" Date: | SPC (Y/N): 

Sequence ID/ Operation = Set Up/ 

Work Center ID Description Run Hours 
Draw Nbr Revision Nbr 

‚ 23274 D " 

100 — | 0.00 

* 4 па“ DOCUMENT CONTROL 

DC Mem 0.00 


Document Control 


Photocopy bluefile & type labels per РРР D206-642-541 


*Nonnnantan*- 


Cust Item ID: 


Customer: 
Date: 
Date: _ 
| . Tool ID Tool# Plan - Accept 
Code Qty 
CHG003 


Page ] 


Setup Start 


Stop 


*NS2* 


Run Start 


*NR1* 
*"NR2* 


Reject Reject Insp. | 
Qty Number Stamp 


Stop 


ж 


*NS1* 


Dart Аегозрасе Ltd 


WORK ORDER CHANGES ы 


4. p 
р ай т = 
Approval | Approval 
Беј Епа ОС Inspector 


Part №: РАВ #: Fault Category: NCR: Yes No DQA: Date: : 


Resolution: Disposition: : QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action кер Verification | Approval | Approval 
Section C Chief Eng QC Inspector 


аа T ЛЛ ТТА С. SASS асығар 


NOTE: Date & initial all entries 


HMFORMS Quality Assurance\approved QANNCRW O.RevE 


572,2), желке! E - | eee lll ee _ушшшишшыиш-—мш. = Тасы NM Е. ст 
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‚ Work Order ID 85826 
Јипе-15-12 1:32:50 PM 
D206-642-54 1 


tem ID: *М900040100* s ses 
Revision ID: i f 
Item Name: Replacement Skidtube Stop 
Start Date: 15/06/2012 Start Qty: 1.00 KAX Cust Item ID: 
Required Date: 29/06/2012 Req'd Qty: 1.00 *4 ж Customer: 
Reference: 

у ар га m Run Start 
Approvals: Process Plan: Date: Tooling: _ Date: | 

š Sto 
QC: мо Date: SPC (Y/N): $ Date: 2 

Sequence ID/ — Operation | D Set Up/ ToollD Тооі# Plan Accept Reject 
Work Center ID Description Run Hours Code Qty Qty 
110 0.00 
*4 4 n* Skidtubes 
Skidtubes Memo — 0.00 
Skidtubes ****VERIFY AND INSPECT THE MATERIAL PRIOR TO USE**** 


*R5R2R* 


Accept 


1- Bend FWD end of tube using bend prog D3274 FWD and foilo 10 as per dwg 
D3274, cut fwd end of tube with saw table setup D3274. 


2- remove fwd indexing ridge as per dwg D3274. Prepare for welding сұ» [ i 2 Ж 2 ыы) 2 
3- weld fwd сар as рег dwg 03274 and 
< J20 71 


n 
AR Aluminum Rod Batch: / A 
5- Cut AFT end of tube at 170.9" as per dwg D3274 and deburr end. 


4- grind fwd cap weld on top surface only 


6-Drill Aft cap pilot hole using DT8025 


7 -Cleco DT8025 in position and install pilot hole drill Jig DT8742A,B,C,D. 
Drill 3/16" pilot holes as per Dwg D3274 


De. “е” > 


8 -Remove inner indexing ridge оп aft end of skidtube as рег Dwg 03274 scribe 
batch # 


9 -Open aft end cap holes to 00.208" as рег Dwg 03274. Рериг aft end. 


Reject | 
Number 


*NR2* 
Insp. | 
Stamp 


JUL LE DL ҮЛ 
ve 


Dart Aerospace Ltd 


NOTE: Date & initial all entries 


H:\fFORMS\Quality Assurance\approved QANCRWO RevE 


WORK ORDER CHANGES 


PROCEDURE CHANGE 


Fault Category: NCR: Yes No DQA: Date: 


Disposition: : | QA: N/C Closed: 


— Corrective Action - Section В _ Verification | Approval | Арргома! 
Initial Action Description Sign & Section C Chief Eng | QC inspector |. 
Chief Eng Chief Eng Date 


` 
à 


Approval | д у 
. roval |. 
Chief Eng / "a р ector 
Prod Mgr p 


ал, край вы сі аи анали 


| 


1 r 


‚ Work Order ID 85826 | E | Ж еш 
June-15-12 1:32:50 PM RARDPA age 


Item ID: D206-642-541 | I Accept | | “м 000401 па“ ея Start *Ne 4 * 


Revision ID: 


Item Name: Replacement Skidtube Stop * N с 2 х 
Start Date: 15/06/2012 Start Qty: 1.00 *1%* Cust Item ID: 
Required Date: 29/06/2012 Req'd Qty: 1.00 *4 * Customer: 
Reference: 

ЕЕ TIU | Í о  — оо ос Run Start у ж 
Approvals: Process Plan: Date: 802 Tooling: | Date: N R 1 

Sto 
Qc: 7 | Рае: — — SPC (Y/N): Date: | гк N R 2 ж 

Sequence ID/ | | Operation Е | | бе Up/ Е © Tool ID Tool# Plan | _ Accept Reject Reject | Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
114 : QC5- Inspect part completeness to step on W/O 0.00 NTC 
*444* (©, 
ќ " АТАҚТА | Iu 


Quality Control 


116 QC10- Inspect visual per 051004- ground welds 0.00 


* * NS 


Quality Control 


120 Chemical Conversion Coat рег 051005 4.1 0.00 


ж ж . - Z 
420 . Memo 0.00 — 1 xm 26 /22 7 50 


Напа Finishing 


Dart Aerospace Ца 
WORK ORDER CHANGES ; 


Approval 

DATE | STEP Chief Eng / 
Prod Mgr 

Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 


Resolution: Disposition: ` QA: N/C Closed: Date: 
WORK ORDER МОМ-СОМЕОНМАМСЕ (NCR) 


_ Corrective Action | _ Section B е Verification | Approval 
Initial Action Description ~~ Sign & Section C · | Chief Eng 
Chief Eng Chief Eng | Date 


Description of NC 
Section A 


NOTE: Date & initial all entries 


HMFORMS'Quality Assurance\approved QA\NCRWO RevE 


Approval 
QC Inspector 


` QC Inspectorz; S 


pproval 


t 


‚ Work Order ID 85826 


` June-15-12 1:32:50 PM 


Item ID: 
Revision ID: 
Item Name: 


Start Date: 


Required Date: 29/06/2012 


Reference: 


Approvals: 


Sequence ID 
Work Center ID 


A | - 130 
ge *430* 
5 ОС 2 


Quality Control 


TE 
д 


ус 


150 
*4RA[)* 
Skidtubes 

Skidtubes 


D206-642-541 


Replacement Skidtube 


Start Qty: 
Req'd Qty: 1.00 


Process Plan: 


QC7-Inspect Chemical Conversion Coat 


Skidtubes 


Operation 
Description 


Memo 


Memo 


1.00 


*RBAR26* 


Accept 


Tooling: 
SPC (Y/N): 


© Set Up/ 
Run Hours 
0.00 


0.00 


0.00 


0.00 


*N9nnnantnn* seo sun 


Cust Item ID: 


1-Ореп 00.313" and 0.375" crossbolt spacer holes as per Dwg 03274 


2-Deburr crossbolt spacer holes as рег Dwg D3274 and blow out chips from 


inside the tube 


A/RSikaflex-291 


3-Bond web in place as per Dwg D3274 & QSI 015. 
422/30... 


Sikaflex expire,date: 
Start: /22 
Finish: ¿ 
(Adhere fór 12 hours) 


Е 


13-8 /94 
г Time: F 2/57 


Customer: 
Date: 
2 Date: 
С ToolID Tool# Plan 
Code 
93 
TP 


De /2/r; 


Stop 
Run Start 
Stop 
| | Accept Reject 
Qty Qty 


*NR1* 
*N HR2* 
Insp. | 
Stamp 


Page 4 


*NS1* 
*NS2* 


Dart Аегозрасе Ltd | : 
WORK ORDER CHANGES DP RS m 


| Approval | А 
Í pproval 
PROCEDURE CHANGE pe cd QC Inspector 


Part No: PAR &: Fault Category: А NCR: Yes No DQA: Date: 
Resolution: . | Disposition: : QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


N б : UE | Corrective Action Section B "RS 
Description of NC — - -- - Verification | Approval | Approval 
| Chief Eng Chief Eng Es Date 


NOTE: Date & initial all entries 


. MHMFORMSQuality Assurance\approved QANCRWO RevE 


. Work Order ID 85826 
June- 15-12 1:32:50 РМ 


Пет ID: D206-642-541 


Accept 


*QEQ9R* 


Page 5 


 *Nonnn4ninn* 


Setup Start 


ж ж 
Revision ID: N S 1 
Item Name: Replacement Skidtube Stop Ж N с 2 * 
Start Date: 15/06/2012 Start Qty: 1.00 ae Cust Item ID: 
Required Date: 29/06/2012 Req'd Qty: 1.00 *4 ж Customer: 
Reference: 
P s ый mE Же > - Run Start ж ж 
Approvals: Process Plan: _ Date: Tooling: Date: N R 1 
Stop 
QC: Date: SPC (Y/N): Date: «м R 2 ж 
Sequence 107 ——— Operation Е ‘SetUp/ с Тор Той Plan Accept Reject Reject Insp.  — 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
]60 QC5- Inspect part completeness to step on W/O 0.00 
*160* 2--/6 A 
QC Memo 0.00 ER 
Quality Control 
170 | 0.00 
ж 4 70% Skidtubes ] 
Skidtubes Memo 0.00 B dA E RC TRE 
Skidtubes 1-Bend AFT end of tube using bend prog. D3274 AFT as рег dwg D3274. Install A 
drop pins in crossbolt spacer holes to maintain web position. = № Jol OF Е / e 
2- DRILL PILOT HOLES FOR WEARPLATES USING D3274-1T2 
OPEN HOLES TO .297" . Deburr 


3-DRILL TOE PIN HOLE .640" DIA AS PER DWG USING DT8935 FWD 
END OF TUBE 

DEBURR INSIDE OF HOLE AS NECESSARY (DO NOT ENLARGE HOLES) 
REMOVE ANY FOREIGN OBJECTS INSIDE OF TUBES 


4- Countersink crossbolt spacer holes as per Dwg D3274 


5- prepare for welding 


СЕ 19-71-19 


Dart wO Ltd 


WORK ORDER CHANGES 


DATE | STEP PROCEDURE CHANGE IPE | aty 


Part No: PAR #: Fault Category: NCR: Yes No DO: | Date: 


Approval Корго 
Chief Eng / QC! ior 
Prod Mgr перес 


Resolution: Disposition: ` ОА: М/С Closed: Date: 


Corrective Action Section B "T 
Descri tion of NC - — Verification | Approval | Approval 
DATE STEP ipto A Initial Action Description Sign & Section C Chief Eng QC Inspector 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


НМРОАМ$\Оцайу Assurance\approved QA\NCRWO RevE 


- Work Order ID 85826 
еа. 12 р. ne 20 РМ 


Item ID: D206- 642- 541 


Revision ID: 


Item Name: Replacement Skidtube 

Start Date: 15/06/2012 Start Qty: 1.00 * 4 * 
Required Date: 29/06/2012 Req'd Qty: 1.00 * 4 * 
Reference: 

Approvals: Process Plan: Date = 

QC: Date 

Sequence ID/ Qperation 

Work Center ID Description 

180 ` ОС5- Inspect part completeness to step on W/O 
*4A20* 

QC Memo 

Quality Contro! 

190 . . 

*;4 Q n ж ` Skidtubes 

Skidtubes E Memo 

Skidtubes ES 


*RSROR* 


keit *Nonnna4n1 nn* Setup Start *N 41 ж 
“o *NS2* 
Cust Item ID: 
Customer: 
7 R Start 
Tooling: Date: | 5 il *N R 1 ш 
SPC (Y/N): Date: Stop * N R 2 * 
_ Set Up/ ToolID Tool# Plan Accept ` Reject Reject n 
Run Hours Code Qty Qty Number 
(0 9, 2404 д 
225 4 а жұ 
0.00 
0.00 с 
0.00 u 


1-Insert 22649 & D3275-1 crossbolt spacers. Weld as рег 051 004 and Dwg 


D3274. Remember to back drill each hole before welding the other side. Use 


aluminum rod 


A/RAluminum Rod MIA AU CE 
Or SUE 


3-Grind cross bolt welds flush as per Dwg D3274. 


4-Counterbore 5/16" x 0.750" deep as per Dwg D3274 and deburr. 


E су 
PR 


ОР Ab 
⁄ 12-75. 


m DI SET 


Pho > 


Dart = Ltd 
| WORK ORDER CHANGES 


DATE | STEP PROCEDURE CHANGE 


Approval A 
pproval | 
Chief Eng / QC Inspector 


Prod Mgr 


Part No: DZa-- 642 -54/ РАН:  _ Fault Category: its taps А £42 МСВ: fed Тез № DQÁ офі Date: /: /Zo9/zo /Z/o9/zo 
Resolution: _4<c 250 - Disposition: : 2ccz/ob€ QA: N/C Closed: gl Date: 12. % J 


WORK ORDER NON-CONFORMANCE (NCR) 


B Corrective Action Section B 
Description of NC = : — ku ІЗ Approval Approval 
Chief Eng Chief Eng 


fouro AH caspedin Hoh i BAD | Accabohk Ре chers Ё Ч а 
É (ака омо are ho “99. Emal Б DA. Р 
m г ч WA- MAM о.Ф>о as 0.93) 0 5: и 
995 7085" 


NOTE: Date & initial all entries 


HMFORMS Quality Assurance\approved QAWCRWO RevE 


Linda Lacelle 


<t 


From: Chris Provencal <cprovencal@dartaero.com> 

Sent: July-27-12 11:15 AM 

To: David Shepherd | 

Сс: psmith@dartaero.com; 'L Lacelle’; ват El-Kassis'; "Егіс Downing'; Mike Petsche 
Subject: RE: D206 skids 

David, 


The affected tubes are several float (-541) and regular tubes (-351). The float holes aren't counterbored and are 
unaffected. As the crossboit spacers are not loaded except in bearing by the bushings, the additional length of the 
counterbore would have no effect on the strength of the crossbolt spacer from regular loading conditions. There would 
be a small reduction in buck!ing strength from sideways crushing loads, which doesn't represent a critical loading 
condition per the FAR requirements. 


| will accept these tubes based on that rational. This email is an FYI in case you have an objection. 


-Chris 


From: Eric Downing [mailto:edowning@dartaero.com] 
Sent: Friday, July 27, 2012 8:34 AM 

To: 'Provencal, Chris' 

Cc: psmith@dartaero.com; 'L Lacelle'; Isam El-Kassis 
Subject: D206 skids 

Importance: High 


Good morning Chris 


f need to see you as soon as you read this message | һауе found the counter bore depth on QTYX9 D206 skids are too 
deep. | am measuring 0.820”-0.830” and it should Бе at 0.75+/-0.030”. | have 6 in progress and 3 already painted and 
assembled. What happened was that | had inspected some 206 skids and found that the counter bore was correct but I 
didn't know that they had changed the counter bore part way through the day and was not set up correctly so | had 
assumed that they were still the same depth and when | measured the first one today like t do always the depth was not 
correct at all. 


| need to know if this will be acceptable or that we need to rework all the skids. 


Thanks 

Eric Downing 

QC Corrdinator 
Dart Aerospace LTD 


Work Order: 


Part No. 


NCR No. 


Root Description of work order update Initial Action Sign & 
Cause Date. | Step | Qty or Non-conformance Chief Eng Description Date Verification QC Inspector 


FAULT CATEGORY 


Doc/Data 
Equip/Tooling 
Operator 
Material 


Landing Gear 


H:/FORMS/Quality Assurance\approved QA/NCRWO Rev G 


Ш Bending 


a Centre Not Concentric to O/S 


м Cracks 

м Crushed/Crimped. 
m Cuffs 

|| Heat Treat 


E Inspection Strip in Tube 
Ш Ripples in Bend 

m Torque Waves in Extrusion 
m Turning Sequence 

Ш Wave/Twist іп Tube 


WORK ORDER NON-CONFORMANCE / UPDATE 


DISPOSITION 


Rework 
Scrap 


Use-as-is 


Work Order 


General 
Ш Bend 
|| BOM/Route 
|| Broken/Damaged 
Е Burrs 
Шш Contamination 
E Countersink 
Е Cut Тоо Short 
|| Drill Holes 
Е Drawing 
| [Finish 
Ш Folio 


Update 


AGAINST DEPARTMENT/PROCESS 


Skid-tube 
Machining 
Thermoforming 
Large Fab 


|| Grain 
Ш Hardware 


|| Inspection Incomplete 

и Instructions Incomplete/Unclear 
|| Maintenance 

Е Mislabeled 


Ш Misread 
|| Offset 


Е Out of Calibration 
E Out of Sequence 
|| Outside Dimensions 


Crosstube 
Small Fab 
Finishing 
Composite 


DQA: 


QA Closed: 


Water Jet 

Prod. Eng. Coor. 
Rec/Store/Packaging 
Supplier 


Ovalized 

Over/Under tolerance 
Part Incorrect 

Part Lost/Missing 
Part Moved 
Positioned Wrong 
Power Loss/Surge 


Engineering 
Quality 
Other 


Pressure/Forced 
Temperature/Cure 
Weld 

Wrong Stock Pulled 


| | Other 


ғ 


Work Order ID 85826 


| Нет ID: 
Revision Ш: 


D206-642-541 


Item Name: Replacement Skidtube 

Start Date: 15/06/2012 Start Qty: 1.00 
Required Date: 29/06/2012 Req'd Qty: 1.00 
Reference: 

Approvals: Process Plan: — 

QC: „она - 

Sequence ID/ Operation I 
Work Center ID Description 

200 QC5- Inspect part completeness to step оп W/O 
*ОГ\Г\* 

QC Memo 


Quality Control 


210 
*2 4 ОХ 
QC 


Quality Control 


220 
*220* 
HandFinish 

Hand Finishing 


ОСІ0- Inspect visual рег QSI004- ground welds 


Memo 


Pressure Wash рег 051005 4.3 


Memo 


Re-alodine tube as per QSI 005 section 4.1.2.1 do not acid etch 


*ЗЕЗ2Б* 


Accept 


Tooling: 
SPC (Y/N): 


Set Up/ i 
Run Hours 


0.00 


 "Nonnnan1nn: 


Cust Item ID: 


Customer: 
Date: 
Date: _ 
ToollD Tool# Plan 
Code 


E 5 ) 119422 


0.00 


0.00 


Page 7 
е6 Start *N S4 * u 
so *NS2* 
Run Start *N Р 1 ж 
Stop 
*NR2* 
Accept | Reject © Reject I Insp. Жж 
Qty Qty Number Stamp 


Dart ко Ltd 
WORK ORDER CHANGES 


Approval | Approval 
Chief Eng / 
Prod Маг QC Inspector 


Part No: PAR #: Fault Category: NCR: Yes Мо DQA: IO Date: 
Resolution: Disposition: : QA: N/C Closed: Date: 


Corrective Action - econ is - Verification | Approval | Approval 
Initial Action Description Sign & Section C Chief Eng | QC Inspector 
Chief Eng Chief Eng Date 


р 3 


NOTE: Date & initial all entries 


HMFORMSQuality Assurance\approved QANCRWO RevE 


ми s> “А сере N л cutie gere s t ч > ee Seas Doo teat 


Work Order IN 95925 Об“ Page 8 


4 — m 


a= — »  *Nannnan1nn* Setup du ЧЕК: 
а — Stop «Ме? 


= 


í | Cust Item ID: 
i 27 Customer: 
|| Reference: 
AR ID II DESEE EET: IPLE AE О ЕЕ ары. е 9 Y SI. Run Start 4 * 
Approvals: Process Plan: _ _ _ Date: . Tooling: . Date: 0 N R1 
Sto 

QC: ` ЕИН Date: — __ SPC(Y/N): "m Date: — 4 *N R2* 
Sequence ор. m Operation _ MEN 5 Set Up Tool ID Tool# Plan Accept Reject Reject i ‘Insp. Еј 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
230 White Gloss(Ref:4.3.5.1) per 051005 4.3-Alum 0.00 ЖИ 
an? 45 ИС» ы 
Powdercoat Мето % “ 0.00 (^ 7 1 Я | 3 
Powder Coating START TIME: pt U 2 

| ОУЕМ TEMPERATURE: _ 
oY | FINISH TIME: 
L ки — 

240 QC3- Inspect Part Finish 0.00 
*240* 1 © 643 
Qc Memo 0.00 


Quality Control 


250 | 0.00 
*9RN* HandFinishing Ф. 
| А е И RHS 
HandFinish Memo 0.00 
Hand Finishing 1-Install Nut Plate as per Dwg D3274. Apply LPS-PROCYON to Nut Plate and 
rivets. 
A/RN/ALPS-PROCYON il 


2-Install inserts as per Dwg D3274. Use a drop of Sikaflex inside insert holes a 
A/RSikaflex-291 ° 


Sikaflex expire date: {Ч [0 2. 


Dart ` Ltd 


WORK ORDER CHANGES 


DATE | STEP PROCEDURE CHANGE 


Part No: PAR #: Fault Category: NCR: Yes Мо ООА: _ . Date: 


Approval 
Qty | Chief Eng / Approval 
Prod Mar QC inspector 


Resolution: Disposition: : QA: N/C Closed: Date: 


DATE | STEP Description of NC 
Section A 


Cor ue ыы : к = - Verification | Approval | Approval 
Initial Action Description Sign & Section C Chief Eng | QC Inspector 
Chief Eng Chief Eng Date . 


НМЕОВМ$\Оиайу Assurance\approved QAWCRWO RevË ` 


NOTE: Date & initial all entries 


Vu 2-2 ма m I 122 ыы _ - Е Же) БЕРЕКЕГЕ 


Work Order ID 85826 
June-15-12 1:32:50 PM 
Item ID: 0206-642-541 


Revision ID: 
Item Name: Replacement Skidtube 


*85826* 00 отө 


Accept *\900040100* Setup Start *Ne4* 
o *NIG2* 


Start Date: 15/06/2012 Start Qty: 1.00 ХА Cust Item ID: 
Required Date: 29/06/2012 Req'd Qty: 1.00 *4 * Customer: 
Reference: 

т жаны Oud T Run Start 4 ж 
Approvals: Process Plan: Date: | : Tooling: А Date: N R 1 

Sto 
qc: Date: |... SPC(Y/N): |». _ Date: MM " *N R РЕ 

Sequence ID/ | Operation E Set Up/ И Tool ID Tool# Plan Accept Reject Reject | ` Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 


260 QC5- Inspect part completeness to step on W/O 0.00 BAS, 


*2R0* 
QC 


Quality Control 


270 


ж ж HAND FINISHING RESOURCE #1 < 
“270 7 сл бру ufefe 


Hand Finishing 


Memo < 000 8-89 rt o3 ( ` : : eed deae ats 


Inspect Nut Plate & Inserts 


0.00 


Memo TU 000 
|-Install wearpads & gaskets as per Dwg 03274. 


2-Install ring as per Dwg D3274 
A/RSikaflex-291 [ 22 Зо 


Sikaflex expire date: HAS __ 


3-Inspect for foreign objects as per QSI 024 


4-Spray inside of tube on both sides of web with LPS-3 
A/R LPS-3 Batch: 


5-Install Aft Cap and seal with Sikaflex. Clean excess adhesive. 


A/RSikaflex-291 |78170 


Sikaflex expire date: 


Precyen ЦЧ 54 


Dart Aerospace Ltd 


WORK ORDER CHANGES 


DATE | STEP PROCEDURE CHANGE 


| PAR #: Fault Category: NCR: Yes No DQA: Date: 
Resolution: Disposition: : | ОА: М/С Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Description of NC — Corrective Action — Section B - Verification | Approval | Approval 
Section A Initial Action Description Sign & Section С Chief Eng QC Inspector 
Chief Eng Chief Eng Date 


š 


Approval | Approval 
Chief Eng / 
Prod Mar QC Inspector 


NOTE: Date & initial all entries 


H:\fFORMS\Quality Assurance\approved QA\NCRWO RevE 


Work Order ID 85826 | um coo Е ма 
Јипе- 13-12 1:32:50 PM 95926 age 


Item ID: D206-642-541 Accept *N 9000401 ПО“ Setup Start *NIS 1 ж 


Revision ID: 


Item Name: Replacement Skidtube 50р * N Q2 * 
Start Date: 15/06/2012 Start Qty: 1.00 *4 * Cust Item ID: 
Required Date: 29/06/2012 Req'd Qty: 1.00 *4 * Customer: 
Reference: 
Fa ЕЗ5 Е ИЕ | Run Start 4 * 
Approvals: Process Plan: mM Date: ` . Tooling: Е Date: 2. М R 1 
Stop 

ӨС бе 2 SPE (YIN): 2222. Date o *NR2* 
Sequence ID/ | Operation | Ех I | Set Up/ LUE ToolID Тоо! # Plan | Accep Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
280 ОС5- Inspect part completeness to step on W/O 0.00 „— 


*ОЯП* 
QC 


Quality Control 


OAS 
0.00 16 Qe E 


Memo 


290 Identify as per dwg & Stock Location: — 0.00 50) cy» Ac 2. 
*2Qn* ПТЕР 


Packaging Memo 0.00 

Packaging 

300 ОС21- Final Inspection - Work Order Release 0.00 2 

*ann* cA. ACTOR 
QC Memo 0.00 | 


Quality Control 


(2-08-11 


Dart Аеговрасе Ltd 


WORK ORDER CHANGES леш 


Approval Approva 
DATE | STEP PROCEDURE CHANGE By Qty | chietengs | ОР 
Prod Mgr nspector 


Part No: ! PAR #: Fault Category: NCR: Yes No DQA: Date: | 
Resolution: Disposition: : QA: N/C Closed: Date: 
NR | WORK ORDER NON-CONFORMANCE (NCR) НЕ 
ә 


"E Corrective Action Section B TN 
| Description of МС — 2 — - Verification | Approval | Approval 
|. DATE ЛЕР Section А Initial Action Description Sign & Section C Chief Eng | QC Inspector 
x сш Chief Eng - Chief Eng Date 


NOTE: Date & initial all entries 


HMFORMS'Quality Assurance\approved QANCRWO RevE 


Picklist Print 
Јипе-15-12 1:32:54 РМ 


Work Order ID: 85826 
Parent Item: D206-642-54 | 


Parent Item Name: 


Replacement Skidtube 


*Q25Q9R% 


“Г)206-642-541% 


Comments: IPP Rev:B05.09.23Revised per D206-642 Rev. JKJ/ILM 
IPPRev:C 07-02-23 Added SS Wearplates & Gaskets JLM 
IPP Rev:D 07-12-06 replace NASISISH3L to D3672-1 DD 
IPP Кеу:Е 08-04-17 as per PAR 08-015 DD verified by:EC 
IPP Rev:F 08-06-02 add comment DD verified by:EC 
IPP Rev:G 08-10-09 revise details DD verified byEC 
Component Item ID/ Replacement | Mfg/ Bin Primary Last 
Item Name Item ID Purch Item Location Location 
D2600-1-190 Manufactured | Мо 
ж ж 
D2600-1-190 
Extrusion Round 3" 206 
Location 
HALL 
69622 
LG 
D3285-1 Manufactured No 
* * 
[)328h-1 
Cap 
Location 
LG002 
52511 
52647 
03282-041 Manufactured No 
* ж 
(2282-0441 
Float Web (206L/407) 
Location 
LG 
—. 
82651 


Route 


Seq ID 


110 


Loc 


110 


150 


Page | 


PE 


с 


Start Date: 15/06/2012 


Required Date: 29/06/2012 


Start Qty: 1.00 Required Qty: 1.00 | 
Unit of Qtyon Qty per Kit Total Qty Date Status 
Measure Hand Qty Issued Issued 
Each 106.0000 l 
kk 
t Loc Code 
45 
45 
61 
61 / 
Each 42.0000 l 1 
s МЕКО. 
t Loc Code 
42 
1 
41 xy 
Each 9.0000 1 1 
kk 
Lee. 2⁄2 2/4 Е 
t Loc Code 


Dart ж] Ltd 
WORK ORDER CHANGES 


све Арргома! 
QC Inspector 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 


CN n š Disposition: : i QA: N/C Closed: Date: 


Corrective Action Section B | T 
Description of NC : m - Verification | Approval | Approval 
DATE STEP Section A Initial Action Description Sign & Section C QC inspector 
Chief Eng Chief Eng Date | 


NOTE: Date & initial а! entries 


H:VFORMSAQuality Assurance\approved QA\NCRWO RevE 


Picklist Print 

June-15-12 1:32:54 РМ 

Work Order ID: 85826 

D206-642-541 
Replacement Skidtube 


Parent Item: 


Parent Item Name: 


D2649 


*D2649* 


Cross Bolt Spacer 


Manufactured 


03275-1 


*[)3275-1* 


Crossbolt Spacer 


Manufactured 


ха5926* 


“Г)206-642-541% 


Мо 


Мо 


Location 


LG001 


Location 


LG 


LG002 


85418 


66930 
83264 


190 


190 


Each 


Start Date: 15/06/2012 
Start Qty: 1.00 


181.0000 


Loc Code 


105.0000 


Loc Code 


Required Date: 29/06/2012 
Required Qty: 1.00 


e 12 12 


хж Бе 
|| G8 8505  *8 
б л 


12 12 


** 2 жару 


June-15- 12 1: 32: 54 PM 


Shop Packet Print 


Page 2 


< 


Dart жо Ltd 


“ae КЕЙ 


NOTE: Date & initial all entries 


НМРОАМ$\Оцайу Assurance\approved QANCRWO RevE 


WORK ORDER CHANGES 


Fault Category: 


Disposition: : 


Corrective Acton. 


NCR: Yes Мо ПО _ —. 


QA: М/С Closed: 


ен В 


Арргоуа! 
Chief Eng / 
Prod Mgr 


Approval 
QC Inspector 


Picklist Print 
June-15-12 1:32:54 РМ 
Work Order ID: 85826 


D206-642-541 
Replacement Skidtube 


Parent Item: 


Parent Item Name: 


CR3212-4-03 


*(R3212-4-03* 


Cherry Rivet 


Purchased 


D3415-041 


*[)3415-041* 


Nut Plate 


Manufactured 


ССК264553-3 


хССВ264553-3“ 


Cherry Rivet 


Purchased 


*858725* 
«Г)206-642-541% 


Мо 250 Each 
Location Loc Qt 
FP002 340 
114859 w^ 340 
51331 908 
110139 2 
119017 906 
№ 250 Each 
Location Loc Qt 
ST042 31 
E 82151 77 31 
No 250 Each 
Location Loc Qty 
ST331 320 
113973 2 
117849 7 77 
119017 241 


Start Date: 15/06/2012 
Start Qty: 1.00 


Required Date: 29/06/2012 
Required Qty: 1.00 


а? 


1.248.000 2 5 


рЫ 2 | 2238 | 


June-15-12 1:32:54 PM 


Shop Packet Print 


Loc Code 
31.0000 ] 1 
жж J (Zp 
рен ЕЕ реви 
Loc Code 
320.0000 2 2 
7% се) vz [03 54 
Loc Code 
КС qum Page 3 


Dart Ee] Ltd 
WORK ORDER CHANGES 


ЕЕ Approval 
QC Inspector 


Part No: PAR #: Fault Category: NCR: Yes Мо DQA: Пай: 


Resolution: Disposition: : QA: N/C Closed: Date: 


Corrective Action Section B POE 
Description of NC : ——— Verification | Approval | Approval 
Еа STEP Section A Initial Action Description Sign & Section C Chief Eng | QC Inspector 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


HMFORMS Quality Assurance\approved QANCRW O RevE 


Pieklist Print 
June-15-12 1:32:54 PM 
Work Order ID: 85826 *QRQ906* 

Parent Item: D206-642-541 . *Г)206-642-541 ж 


Parent Item Name: Replacement Skidtube | Start Date: 15/06/2012 Required Date: 29/06/2012 
Start Qty: 1.00 Required Qty: 1.00 
ALS4-1032-130 Purchased No 250 Each 1,737.000 78 78 
*Al S4-1032.130* " R (QR 12/9 
Insert 
Location 122 ?N Loc Qt Loc Code 
57280 42A 205 
119084 116 
120671 89 
ST281 . 44 v 
120807 36 
120837 8 
ST282 1488 
121269 1488 
D3536-15 Manufactured No 270 Each 5.0000 l 1 
*D3536-15* нді кризи 
Gasket 
Location Loc Qt Loc Code 
ro JUH 5 | 
73318 4 N 
81343 1 
D3536-23 Manufactured No 270 Each 39.0000 1 1 
*D)3536-23* - ^q e sn ње 
Gasket 
Location | Loc Ot Loc Code 
FP : 36 
85295 и 36 
FP002 3 
74510 l 
83377 2 


June-15-12 1:32:54 РМ -Shop Packet Print | = | Расе 4 


- 
> 


Approval | approval 


Dart Aerospace Ltd a : 
pure d QC Inspector 


| WORK ORDER CHANGES 


DATE | STEP PROCEDURE CHANGE 
Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 


Resolution: Disposition: : | ОА: М/С Closed: Date: 
WORK ORDER МОМ-СОМЕОВМАМСЕ (NCR) 


ме Corrective Action | Section B КЕ 
Description of МС — - — : Verification | Арргома! | Арргоуа! 
DATE | STEP Section А Initial Action Description Sign & Section C QC Inspector 
Chief Eng ChiehEng Date 


NOTE: Date & initial all entries 


HMFORMS'Quality Assurance\approved QA\NCRWO RevE 


Picklist Print 
June-15-12 1:32:54 РМ 


Work Order ID: 85826 


Parent Item: 


Parent Item Name: 


D3536-35 


*D3536-35* 


Gasket 


D3536-39 


*[)3536-39* 


Gasket 


D3535-15 


*D)35^35-15* 


Wearshoe 


D3535-35 


*[)3535-3h5* 


Wearshoe 


D206-642-541 
Replacement Skidtube 


Manufactured 


Manufactured 


Manufactured 


Manufactured 


Page 5 


*RRR2R* 
*D)206-RA2-541* 


Start Date: 15/06/2012 
Start Qty: 1.00 


Required Date: 29/06/2012 
Required Qty: 1.00 


No 270 Each 15.0000 1 l 
kk 
‚ @ зв. 
Location | Loc Qt Loc Code 
FP002 95 605и 15 
81340 4 
82065 11 
No 270 Each 9.0000 1 1 
* a. @ праи 
Location Loc Qt Loc Code 
FP 9 
8252 €. 9 
No 270 Each 21.0000 1 1 
жж E ME @ ШЕЗЕ 
Location Loc Qty Loc Code 
FP001 . 21 
81354 2 
85291 Z 19 
No 270 Each 28.0000 1 ] 
хх 
 @ 42/04/87 
Location Loc Ot Loc Code 
FP001 28 
67598 I 
70815 1 
78873 13 
79849 1 
83638 12 


June-15-12 1:32:54 РМ 


Shop Packet Print Page 5 


Dart wT Ltd 
WORK ORDER CHANGES 


Approval 
DATE | STEP PROCEDURE CHANGE Chief Eng / Approval 
Prod Mgr nspector 


Part No: PAR #: Fault Category: NCR: Yes No DQA: _ Date: 


Resolution: Disposition: : QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action Section B ЕЛИ 
Description of МС - БО Verification | Approval | Approval 
DATE STEP Section A Initial Action Description Sign & Section C Chief Eng QC Inspector 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


HMFORMS'Quality Assurance\approved QANCRWO RevE 


` 


Pieklist Print 
June-15-12 1:32:54 РМ 
Work Order ID: 85826 


Parent Item: D206-642-541 


Parent Item Name: 


D3535-39 


*[)3535-30* 


Wearshoe 


D3535-23 


*[)3535-23* 


Wearshoe 


D3537-3 


*D)3537-3* . 


Wearpad 


03537-1 


*[)3537-1* 


Wearpad 


Replacement Skidtube 


Manufactured 


Manufactured 


Manufactured 


Manufactured 


*85826* 
«ГУ206-642-541% 


№ 270 
Location Loc 
FP001 
69759 
74513 
81359 е 
Мо 270 
Location Loc 
коо: 0825 L 
83375 
No 270 
Location Loc 
moo 0546 |7 
78836 
81363 
№ 270 
Location Loc 
FP002 20% и 
81362 
83254 
83255 
83256 
84091 


Јипе-15-12 1:32:54 РМ 


Each 


Start Date: 15/06/2012 
Start Qty: 1.00 


21.0000 


Loc Code 


8.0000 


Loc Code 


4.0000 


Loc Code 


71.0000 


Loc Code 


Page 6 


Required Date: 29/06/2012 
Required Qty: 1.00 


CP 11/04/31 


1 1 
kk | 


kk E 


9 
жж 9 


Page 6 


Dart Аеговрасе Ltd 


WORK ORDER CHANGES 


Е 
Approval | Approval 
DATE | STEP PROCEDURE CHANGE : | Chief M3 | QC Inspector 


Part No: PAR #: Fault Category: NCR: Yes Мо ООА: Date: 
Resolution: Disposition: : QA: N/C Closed: Date: 


Corrective Acton Seclone Verification | Approval | Approval 
initial Action Description Sign & Section C Chief Eng | QC Inspector 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


HMFORMS Quality Assurance\approved QANCRW O RevE 


Picklist Print 
June-15-12 1:32:54 РМ 


Work Order ID: 85826 
D206-642-541 
Replacement Skidtube 


` 


Parent Item: 


Parent Item Name: 


AN960C10L X NAS1149C0332 Purchased 
R 


*ANO960C 101 * 


washer 


AN960C416 NAS1149C0463 v Purchased 


R 


ХАМОВБОСА 46“ 


washer 
D3672-1 


*[)3672-1* 


Phenolic Washer 


Manufactured 


AN3C4A 


*ANACAA* 


BOLT 


Purchased 


*Я5826* 
*D206-642-541* 


No 


No 


270 Each 
1220b3-7 
Location Loc Qty 
ST 21 
107534 21 
270 Each 
(083 4 
| d 270 Each 
Location Loc Ot 
51060 (0244 1422 
72229 4 
76277 13 
80369 395 
83608 500 
85222 510 
270 Еасһ 
Location Loc Qt 
spso ИУ 955 
120187 I 31 
120521 28 
120769 38 
121205 842 
121556 16 


Start Date: 15/06/2012 
Start Qty: 1.00 
21.0000 80 


80 — 
kk Са 


Loc Code 


0.0000 І 1 


хх | 


1,422.000 2 2 
PI. 


Loc Code 


955.0000 80 


Loc Code 


€ 


Page 7 


Required Date: 29/06/2012 
Required Qty: 1.00 


12/23/91. 


озу si 


Ке ЕЈ 


80 
=o go GB а 


June-15-12 1:32:54 РМ 


Shop Packet Print — 


Page 7 


Dart s | Ltd 


БЕН Арргома! 
QC Inspector 


Part No: PAR #: Fault Category: NCR: Yes Мо. ВОА: Па: 


Resolution: Disposition: ` QA: N/C Closed: Date: 
WORK ORDER МОМ-СОМЕОВМАМСЕ (NCR) 


Corrective Action Section B РЕ 
Description of NC - — EGT - Verification | Approval |. Approval 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


H:\fFORMS\Quality Assurance\approved QANCRWO RevE 


Picklist Print | 
Јипе-15-12 1:32:54 PM 


Work Order ID: 85826 
D206-642-541 


Parent Item Name: Replacement Skidtube 


Parent Item: 


ANACSA Purchased 


*ANAC^A* 


BOLT 


D2646 Manufactured 


“Г)2646% 


Aft Cap 


D3413-1 Manufactured 


*D3413-1* 


Ring 


*85826* 
*D206-642-541* 


No 


No 


Start Date: 15/06/2012 
Start Qty: 1.00 


270 Each 181.0000 
kk 
Location Loc Qty Loc Code 
ST355 181 
112243477 135 
119017 46 
270 Еасһ 54.0000 
жж 
Госайоп Гос Qty Loc Code 
FP002 9614 Зи“ 54 
62678 5 
68280 5 
70945 1 
71070 2 
73294 1 
73825 2 
78018 1 
79562 5 
81974 32 
270 Each 55.0000 
kk 
Location Loc Ot Loc Code 
soo 925 av^ 4 
79233 4 
ST464 51 
80224 4 
83307 27 
83867 20 


June-15-12 1:32:54 PM 


Page 8 


Required Date: 29/06/2012 
Required Qty: 1.00 


ay e оро l3] 3i 


Shop Packet Print 


Page 8 


Dart жо Ltd. 


WORK ORDER CHANGES 


DATE | STEP PROCEDURE CHANGE 


| Approval 
By Qty | Chief Eng/ Approval 
Prod Mar QC Inspector 


Part No: PAR #: Fault Category: NCR: Yes Мо ООА: Па: 


Resolution: Disposition: : QA: N/C Closed: Date: 


Corrective Action Section B 


NOTE: Date & initial all entries 


HMFORMS'Quality Assurancevapproved QA\NCRWO RevE 


GENERAL NOTES: 


1. TOLERANCES ARE PER DART QSI 018 UNLESS OTHERWISE NOTED. 
2. DAMAGE TOLERANCE ON FWD BEND: 


THERE SHOULD BE NO VISIBLE WRINKLES IN THE BEND FROM THE GROUND TO A HEIGHT OF 7 INCHE 


CHECKED APPROVED "^ DRAWING NO. 
ft Ш-| 03274 


РЕ |e] 
-041 | -043 | Part Number р 
3274-043 
E a lh ee ee ee онан 
2600-1-240 | EXTRUSION 222777771 
|D2646  |АТСР е | 
CROSS BOLT SPACER 


3275-1 | CROSS BOLT SPACER 
3282-041 FLOAT WEB 


3285-1 
3413-1 à 
3415-041 


3535-15 | WEARSHOE | 


X 


ojojoj іт) 


ч 


0/0000 
a 
о 
© 
[6] 
N 
© 


[= 
с 
a 
©з 
Ф 
© 
a 


EN EM 
giao 


D3535-35 
D3535-39 


EN 
о 
o 
a 
o 
p 
o 
o 


78 | ALS7-1032-130 INSERT (or AKS4-1032-130, ALS4-1032-130, AELS-1032-130 
1 AN960C416 


ССК264553-3 
CR3212-4-03 
NAS1515H3L 


N 


> 
< 
БУ 
© 
О 
e 
г 


kohi 


ABOVE THE GROUND. IT IS ACCEPTABLE TO POLISH OUT GOUGES UP TO 0.020 DEEP IN THE BENT 


‘ON 


mn sado жол 


AOLLON .L'YOFLLIAA 


амамам 


ÇA 
5 


PORTION OF THE TUBE. А MAXIMUM REDUCTION ІМ DIAMETER OF 0.150" IS ACCEPTABLE IN THE BENT 


PORTION OF THE TUBE. 


. ALL HOLES DRILLED ON CENTERLINES. 

. BOND D3282-041 FLOAT WEB INTO D3274-1/-3 OUTER TUBE WITH NON-STRUCTURAL SIKAFLEX-241/291 
ADHESIVE PER DART ОЗ! 015. ENSURE HOLES LINE-UP. 

. WELDING TO BE DONE PER DART QSI 004. 

. FINISH: - ACID ETCH, ALODINE ASSEMBLY PER DART QSI 005 4.1 


- POWDER COAT WHITE (REF. 4.3.5.1) PER DART QSI 005 4.3 


Copyright © 2004 by DART AEROSPACE USA, INC. 


OR COMMUNICATED TO ANY OTHER PERSON WITHOUT WRITTEN PERMISSION FROM DART AEROSPACE USA, INC. 


. DRILL 20.297 HOLES FOR ALS7-1032-130 INSERTS USING DT3274-1T2 BEFORE FINISH. INSTALL А157-1032- 
130 INSERTS AFTER FINISH. SEAL WEARSHOE BOLTS WITH SIKAFLEX -241/-291. 

. SPRAY INSIDE OF TUBE WITH A COAT OF LPS LABORATORIES "LPS-3" AFTER FINISH AND INSTALLATION 

OF INSERTS. COAT ALL EXPOSED FASTENERS WITH LPS LABORATORIES "LPS PROCYON" AFTER FINAL 

ASSEMBLY, CLEAN EXCESS OFF POWDER COATING WITH MEK DEGREASER. 


AWY OL Loarans 


AdO Qa 1031NOOND 


THIS DOCUMENT IS PRIVATE AND CONFIDENTIAL AND IS SUPPLIED ON THE EXPRESS CONDITION THAT IT IS NOT TO BE USED FOR ANY PURPOSE OR COPIED 


DESIGN DRAWN BY : 
CD DART AEROSPACE USA, INC. 


REV. D 
SHEET 1 OF 4 


DATE TLE SCALE 
06.12.19 SKIDTUBE ASSEMBLY NTS 


ОЈ NANLTA 
AdOO dOHS 


Dart x. Ltd 
WORK ORDER CHANGES 


Approval 
ЕЗ ЅТЕР PROCEDURE CHANGE che Eng/ r: 


ЖОЛИ ЖАКТ ЧЕТИ 


ыа ышы 


B | 


Part No: PAR #: Fault Category: NCR: Yes Мо DQA: Date: 


Resolution: Disposition: : QA: N/C Closed: Date: 


Corrective Action Section B 


Verification | Approval | Approval 
Action Description Section C Chief Eng | QC Inspector 
Chief Eng 


` NOTE: Date & initial all entries 


» H:\fFORMS\Quality Assurance\approved QANCRWO RevE 


с 


ЗЕЕ DETAIL А 


90.575 


* DEO ATTACHED 


20.313 
(TYP, 12 PLACES PER SIDE) 


82.250 
94.57 ete M EIU ыт зезна 42.14 


190 (ВЕР) 


D3282-041 


FLOAT WEB 15.46 


2.5" ALONG 
BEND CENTER 


(REF) | == 25 а n 3.0 


ааа с=т 111.1 (TANGENT-TANGENT DIST.) — e = tS 


170.9 (REF) 


D3274—041 BEND/DRILLING DETAIL 


20.640 


DETAIL Е 


03285-1 САР 
ЗЕЕ DETAIL F 


FINISH PER DETAIL B 
(TYP, 12 PLACES) 


FINISH PER DETAIL C 
(TYP, 12 PLACES) 


32.7 


D3537-1 
WEARPAD 


| 03536-15 03536-23 
| САЗКЕТ / GASKET ITAL 
D3537-1 03535-35 WEARPAD 
WEARPAD WEARSHOE 
03535-59 03537-3 


03535-25 
WEARSHOE 


WEARSHOE WEARPAD 


02274-041 SKIDTUBE ASSEMBLY 


03537-1 = 
(SEE DETAIL D FOR WEARSHOE INSTALLATION) 


WEARPAD 


D3535-15 
WEARSHOE 


DESIGN 


DRAWING. NO, REV. D 
ШЕ a 03274 SHEET 2 ОҒ 4 
DATE TRE SCALE | 
06.12.19 SKIDTUBE ASSEMBLY 1:15 ! 


RELEASED, 


COPYRIGHT @ 2004 BY DART AEROSPACE USA, MC. 


THIS DOCUMENT 15 PRIVATE AND CONFIDENTIAL 


WITHOUT WRITTEN PERMISSION FROM 
DART AEROSPACE USA, INC. 


Dart Aerospace Ltd 


WORK ORDER CHANGES | 


— 
Approval 

DATE | STEP PROCEDURE CHANGE | ву | өш [ау Chiet Eng/ | APproval 
Prod Mgr Рес! 


Рай №: PAR #: Fault Category: NCR: Yes Мо ООА: Date: 


Resolution: Disposition: ' QA: N/C Closed: Date: 


Corrective Action Section B 


NOTE: Date & initial all entries 


НАОАМ$\Оцайу Assurance\approved QANCRWO RevE 


RELEASED WEARSHOE 
NIFT | 


I 
у 
| 
I 
| 
1 
| 
| 
1 
i 
' 


SEE DETAIL A 30.82 ——.— mw 
tye) 00.375 22.51 SEE DETAIL A 


—— 30.000 — T 


: 13.01 30.000 
15.000 |= EN 
3.000 PITCH 3.000 PITCH n PER 
| — 1:399 (YP) S LÀ 3.000 PITCH—— 
ч N 
Ше; 1 ым [—— 
= Q — с 


— == 
ibd — . Е ЕТ 
^ 2.500 TYP 
(TYP, 37 PLACES PER SIDE) — 17.26 — 
35 


D3282—044 MED 
FLOAT WEB 97 15.46 
45.33 TO WEB 

82.250 
91.57 42.14 
190 (REF) 
231.0 
АФ | | 2.5” ALONG 
20.640 BEND CENTER 


ME 


oM NO 111.1 (TANGENT-TANGENT DIST.) Не емел 


170.9 (REF) 
D3274—043 BEND/DRILLING DETAIL 


FINISH PER DETAIL B 


D3285-1 САР 
SEE DETAIL F 


FINISH PER DETAIL С D3536—39 05536-35 


32.7 СРТ RACES) (TYP, 37 PLACES) GASKET GASKET 
р 
| 03536-15 03536-23 
САЗКЕТ ES 
" ——— E E E E E 
— 22-257” Е 
D3537-1 D3537-1 а: WEARPAD 
WEARPAD WEARPAD 
0353523 05535-39 р3537-3 
WEARSHOE МЕАВЗНОЕ WEARPAD 
03537-1 = 
WEARPAD 


05274-045 SKIDTUBE ASSEMBLY 
(SEE DETAIL D FOR WEARSHOE INSTALLATION) 
D3535-15 


DESIGN 


COPYRIGHT © 2004 BY DART AEROSPACE USA, INC. СР" | DART DART AEROSPACE USA, INC. 
ТЕ 


THIS DOCUMENT IS PRIVATE AND CONFIDENTIAL 
AND 15 SUPPLIED ON THE EXPRESS CONDITION 
THAT IT 5 NOT TO BE USED FOR ANY PURPOSE 
OR COPIED OR COMMUNICATED TO ANY OTHER 
PERSON WITHOUT WRITTEN PERMISSION FROM 
DART AEROSPACE USA, INC. 


APPROVED DRAWING NO. REV. D 
03274 SHEET 3 OF 4 
DAI TRE SCALE 


05520 


Dart Аегозрасе Ltd : 


WORK ORDER CHANGES —— 
| 


DATE | STEP PROCEDURE CHANGE 


Part No: PAR #: Fault Category: NCR: Yes Мо ООА: Date: 


Resolution: Disposition: ` QA: N/C Closed: Date: 


p Corrective Action Section B i. s 
Description of NC — - = - Verification | Approval | Approval 
DATE | STEP Section A Initial Action Description Sign & Section C Chief Eng QC Inspector 
Chief Eng Chief Eng Date : 


NOTE: Date & initial all entries 


HMFORMSQuality Assurance\approved QA\NCRWO RevE 


DETAIL B 
FOR 90.375 HOLES ONLY 


DETAI C 
FOR 80.313 HOLES ONLY 
02649 SPACER | 03275-1 SPACER 


АРТЕК DRILLING AND BENDING ASSEMBLY 
PERFORM THE FOLLOWING FOR 40.375 
HOLES ONLY: ; 
. CHAMFER HOLE 0.030х45` E 005045 
. INSERT 02649 ФРАСЕВ 

. WELD INTO PLACE AND GRIND FLUSH 

. C'BORE TO 40.313x0.75 DEEP 


DETAIL Е; END FINISHING DETAIL 


DETAIL D CCR264SS3—3 RIVETS (2 PLACES) 


ALS7—1032—130 INSERT (1) 


AN3C4A BOLT (1) 


чо avers @ piace) DEOATTACHED 


INSTALL WITH LPS—3 
ANACSA BOLT (1) s 


ANS60C10L WASHER (1) AN960C416 WASHER (1) D3415-041 NUT PLATE, 


(78 PLACES) 


GASKET/WEARSHOE/WEARPAD (REF) 


INSTALL WITH SIKAFLEX—241/-291 LPS-3 ON FAYING SURFACE, LPS HARDCOAT ON EXTERIOR 
03413-1 RING 


D3285-1 CAP (REF) 
RELEASED 
[07.92.12 9 
АМЗСАА BOLT (1) 1.0 
АМ960С101. WASHER (1) REMOVE RIDGE 


NAS1515H3L WASHER (1) ON INSIDE OF DETAIL. Е NOTES 
(2 PLACES) SKIDTUBE LEAVE . CUT TUBE LEVEL 


` INSTALL WITH SIKAFLEX-241/-291 0.070 MIN. 1 REMOVE RIDGE ON FWD SIDE 


SIKAFLEX-241/291 
ADHESIVE 


20.208 (2 PLACES) 
DRILL PRIOR TO INSTALLING 
D2646 CAP 


BORE OUT END OF SKIDTUBE 
TO 0.75 DEPTH AND 0.070 WALL 


. LOCATE 03285-1 (ТАМ AS NECESSARY 
. WELD D3285—1 IN PLACE PER DART QŠI 004 
. GRIND FLUSH 

ORIENTATION . ВМЕТ 03415-041 NUT PLATE IN PLACE 


OF 03415-041 NOTE: MASK THREADS IN D3415—041 
PRIOR TO FINISH 


SKIDTUBE ASSEMBLY 


Dart Аеговрасе Ltd 


WORK ORDER CHANGES 


DATE | ЗТЕР PROCEDURE CHANGE 


Part No: PAR #: Fault Category: NCR: Yes Мо ДОА: Date: 


Approval 
Qty | Chief Eng / Approval 
Prod Mqr QC Inspector 


Resolution: Disposition: : QA: N/C Closed: Date: 


Corrective Action Section B 


HMFORMS Quality Assurance\approved QANCRW O RevE 


"o. 


| DRAWING NO. TITLE REV. D;/DART AEROSPACE USA, ІМС рео. ко. SHEET NO. SCALE 
D3274 SKIDTUBE ASSEMBLY ENGINEERING ORDER D3274-D-1 SHEET 1 OF 1 NTS 
DATE 09.06.17 DATE 2406-22 DATE 69/24 Да we Fz 


LPS-3 IS NO LONGER USED DURING ASSEMBLY OF SKIDTUBE. 

AMEND NOTE 8: "5SPRAX-INEIBE-OF-FUBE-WETHA-GOAT-OF--RG-L/ DING TALEATION-OR-INGERFS- 
COAT ALL EXPOSED FASTENERS WITH LPS LABO L ASSEMBLY, CLEAN EXCESS OFF 
POWDER COATING WITH MEK DEGREASER.” 


AMEND DETAIL F AS SHOWN: 


2 s 


CCR264SS3-3 RIVETS (2 PLACES) 
NERS 


СК3212-4-05 RIVETS (2 PLACES) 
iile Ade neko ы жаы 


AN4C5A BOLT (1) 
АМ960С416 WASHER (1) 05415-041 NUT PLATE, 
INSTALL WITH SIKAFLEX~241/-291 Р5—5—ЭН--РАННЕ-5ЬЯРАЕЕ, LPS HARDCOAT ON EXTERIOR 


D3413-1 RING 


03285-1 CAP (REF) E L ЕД Cr 


EA e) 


1.0 
REMOVE RIDGE а ; 
ON INSIDE OF SS 
i. DETAIL F NOTES 
SKIDTUBE LEAVE 1. CUT TUBE LEVEL 
0.070 MIN. ERN 2. REMOVE RIDGE ON FWD SIDE 
ә, 3. LOCATE 05285-1 (TRIM AS NECESSARY 
Ее 4. WELD 03285-1 ІМ PLACE PER DART QŠI 004 
5. САМО FLUSH 
ORIENTATION 6. КМЕТ 03415-041 МОТ PLATE IN PLACE 


OF D3415-041 NOTE: MASK THREADS IN D3415-041 
PRIOR TO FINISH 


COPYRIGHT © 2009 BY DART AEROSPACE USA, INC 
THIS DOCUMENT IS PRIVATE AND CONFIDENTIAL АМО IS SUPPLIEO ON THE EXPRESS CONDITION THAT IT 1S 
NOT TO BE USED FOR ANY PURPOSE OR COPIED OR COMMUNICATED TO ANY OTHER PERSON WITHOUT 
WRITTEN PERMISSION FROM DART AEROSPACE USA. INC. 
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WORK ORDER CHANGES | | 


Corrective Action. Section B 
Description of NC Verification Approval Approval 
© Chief Eng Chief Eng Date 


Part No: PAR #: __ Fault Category: NCR: Yes No DQA: _ Date: 


| | "OY алаш | Disposition: " ОА: М/С Closed: ` | Date: 
| WORK ORDER МОМ-СОМҒОНМАМСЕ (NCR) 


NOTE: Date & initial all entries 
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NO. 204 
| AWS D17.1.2001 


QUALIFICATION TEST RECORD 


Description: Skid. 
Welding Process: Tig[-Y Mig] | 
Base materiel: 2 
Current: AC[ ОС | 


TEST REQUIREMENTS AND RESULTS 


Visual: | pass[T  fail[ ] 
Incomplete Penetration: раз T ТАШ 1 
Incomplete Fusion: pass[ fail| ] 
Cracks: pass} fail 1 
Overlap (cold lap) | pass[-Y faill | 
‘Undercut: pass[ Ш | 
Pin holes: pass[T fail 1 
Porosity (surface): pass[7[ fail | 
Coloration: : pass| 4 а ] 
Burn through: pass[-] ТАШ | 


The above named individual is qualified in accordance with AWS D17.1.2001 to weld 
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